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Indian Standard 

SPECIFICATION FOR OIL WELL 
STEEL CASING PIPES AND COUPLINGS 

0. FOREWORD 

0.1 This Indian Standard was adopted by the Indian Standards Insti- 
tution on 15 December 1969, after the draft finalized by the Steel 
Tubes, Pipes and Fittings Sectional Committee had been approved by the 
Structural and MetaJs Division GounctL 

0.2 Keeping in view the manufacturing and trade practices foilowed in 
the country this standard has bee» prepared to meet the liicreascd 
application of oil well casing pipes and couplings. In preparing thib 
standard a5Sistance has been derived from API Standard SA-March 
1968 — API 'Specification for casing, tubing and drill pipe'. 

0.3 For the puipusc of deciding whether a particular requirement of this 
standard is complied with, the tinal value, observed or calculated, 
expressing the result of a test or analysis, shall be rounded ofT in 
accordance with 18:2-1960*. Ihe number of significant places retained 
in the rounded off value should be the sarne as that of the specified 
value in this staridard. 



1. SCOPE 

1.1 This standaid covers the requirements for seamless and electric 
welded oil well steel casing pipes and seamless couplings, 

2. SUPPLY OF MATERIAL 

2.1 General requirements relating to the supply of oil well casing pipes 
and couplings shall conform to IS [387-1967-|' 

3. GRADES 

3.1 Steel casing pipes and couplings shall be of three grades depending 
on the minimum yield strength, namely, YSt 28, VSt 39 and YSt 56. 



'Rates for Toiinding off n\iinerioal v&laea [ reytseJ )■ 

fGeneral requireinenta for the supply of metallurgies! icat«nbb [JirsI revision ', 
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4. MANUFACTURE 

4.1 Steel for pipes and couplings shall be manufactured bv open hearth, 
electric, basic oxygen or a combina.tion of these processes. In case any 
other process is employed by the manufacturer, prior approval ol' the 
purchaser should be obtained. If basic oxygen process is employed for 
the manufacture, ilie nitrogen content of the 5te<"l shall not exceed 
0"007 percent. 

4.2 The casing pipes shall be nnanufactured by any one of the folluwing 
processes 

a) Hot finished seamless ( HFS ); 

b) Cold drawn seamless I CDS ), and 

c) Electric-welded pipe having one longitudinal scam foimcd by 
electric-flash or electiic resistance welding ( ERW ), withouL the 
addition of extraneous metal 

4.2.1 Grades YSt 39 and YSt 56 casing pipes shall be normalized if 
so specified by the purchaser. 

4.3 The couplings for pipes shall be manufactuicd by seaniicsi ptocess. 

5. CHEMICAL REQUIREMENTS 

5.1 Ladle Analysis — When requested by the purchaser, the maniifac- 
turer shall furnish a report giving the ladle analysis of each heat 
of sice!. The steel when analyzed in accordance with IS ^28-1959*, 
shall show not more than 0'06 percent o'f sulphur and 0-04 percent of 
phosphorus. 

5.2 Product Analysis — Two samples shall be analyzed for pmduct 
analysis, oi.e from each of two lengths of pipe fiom each lot of 400 
lengths or less of each size 139'7 mm and smaller, and one from each of 
two lengths of pipe from each lot of 200 lengths or less of each 
size 168'3 mm and larger For multiple-length seamless pipe, a length 
shall be considered as all of the sections cut from a particular multiple 
length. The sample shall be composed of cuttings or drillings represent- 
ing the full wail chickness of the casing pipe taken from several points 
around the pipe or at the option of the manufacturer, across the skelp 
for welded pipe. If drillings are used, the minimum drill size shall be 
12-7 mm. 

5.3 Recheck Analysis — If the product analysis of both lengths of pipe 
representing the lot fails to conform to the specified requirements, 
at the manufacturer's option either the lot shall stand rejected or two 



'Methods of cbeiQical aaalyEi^of pig iron, caet iron and plain cerbon and low- 
&lloy at«el« ( rented ). 



AMEN[>'ENT NO. 1 JULY 1983 

TO 

15:5433-1969 SPECIFICATION FOR OIL WELL STEEL CASING 
PIPES VO COUPLINGS 

Alterations 



{Page 4, clause S.l) - Substitute the following 
for the existing clause- 
's. 1 Vhen requested by the purchaser, the manu- 
facturer shall f-urnish a report giving the ladle 
analysis of each heat of steel. 

5.1.1 The steel shall shov, not more than 0.06 
percent of sulphur and 0.0^+ percent of phosphorus. 

5.1.2 The analysis of steel shall be carried out 
either by the method specified in IS;228* and its 
relevant parts or any other established instrumental/ 
chemical method. In case of dispute the procedure 
given in IS: 228* and its relevant parts shall be 
referee method. However, where the method is not 
given in IS: 228* and its relevant parts, the referee 
method shall be agreed to between the purchaser and 
the manufacturer. ' 

{Page 4j foot-note with '•' mark) - Substitute 
the folloving for the existing foot-note: 

"•Methods for chemical, analysis of steels.' 



(SMDC 22) 
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recheck analyses shall be made on two additional lengths from the 
same lot. If both recheck analysi's confoim to the requirements, the 
lot shall be accepted except for the leiijJth represented by the initial 
analysis which failed. If one or both of thy recheck analyses fail at the 
manufacturer's option, the entire lot shait be rejected or each of the 
remaining lengths shall be tested individually. In the individual te5ting 
of the remaining lengths in any lot, analysis for onlv the rejecting 
element or elements need be determined. Samples for i echei k analysis 
shall be taken in the same manner as specified for product analysis 
samples. 

5.4 Mill Control Product Analysis — A pioduct analysis shall be made 
by the manufacturer as a mill control of each heat of steel used for 
the production of pipe under this specification. A record of such 
analyses shall be available to the purchase, 

6. DIMENSIONS AND WEIGHTS 

6.1 Dimensions and weights of casing pipes shall conform to the 
requirements specified m Tables I and 2 

Note — If long-thread grade YSt 39 caeing pipeH in accordance with 
Table 2 18 d©-5ired, the purchaser ahalJ apeoifv acjtuidinply in the purchase order, 
otherwise ahurt-thread casing pipea shall be supplied m ftcordance with Table 1 
If special threads or end finish is desired^ \l .shall be agieed to between the pur- 
chaser and the inanufarturer and tho requirenients shall be specified in the 
parchase order 

6.1.1 Weight — Each [ength of casing pipe shall be weighed 
separately. Thteaded and coupled pipe shall be weighed with the 
coupling screwed on Threaded and coupled pipe, intes/tal jouit pipe 
and pipes shipped without coupling shall be weighed without thread 
protectors except for caiioad weighings, for which piopci allowances 
shall be made for the weigh: of the thread piotectors. 

6.1.2 Length — Pipes shall be furnished in range ot lengths given in 
Table 3. When pipe is furnished with threads and coupUngs [ see Fig. 1 } 
the length shall be measured to the outei face of the coupling. 




+ i BASIC POWER TIGHT MAKE-UP HAND TIGHT MAKE-UP 

Pig. 1 Round-Thread Casino and Coupuno 
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6.2 Tolerances — The following tolerances shall apply 

a) Outside diameter ±_ 075 percent 

b) Wall thickness — 1 2"5 percent 

c) Weight: 

i) Single lengths + ^^ P"""^ 

' ° — 3-5 percent 



li) Carload lots ( 18 144 kg, Mtn ) — I -75 percent 

6.2.1 The inside diameter is governed by the outside diameter a 
light tolerances. 

6.2.2 The tolerance on length of pipe shall be as given in Table 3. 

TABLE 3 RANGE LENGTHS 

I Clauses 6A.2 ami a 2 2 ) 



a!) lengths in rnptiei 



No. 





R 4xnr 






t 




1 


•2, 


s 


4^r^ to 


1 a to 


10-5 or 


7 5 


1(» .-> 


more 


1-8 


1 n 


1 8 


;, 5 


8 5 


it UO 



i) TotftI range length 

ii) 'Range length for 95 percent or more of 
carload: 

a) F&Tmiesible vanatioa, Afox 

b) FermiBBible length, Mm 

•Carload toleranros shall apply only -whtin shipment fiom tlie mill to flnai 
destination la entirely by rail 



7. WORKMANSHIP AND FINISH 

7.1 Pipe Ends — Casing shall be furnished threaded and coupled with 
3 175 mm pitch round thread or, if t.u specified in the purchase oider 
with any of the following end finishes: 

a) Plain end, 

b) Threaded with 3'175 mm pitch round threads a* per IS ; 3333 
( Part II )-1967* without coupling, and 

c) Special end finish. 



'DimenSiciaB for petraleuiu industry pipe threads Part 11 Casing round threads. 

10 
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7.2 The inside and outside edges of the ends of all pipes shalJ be free 
from burrs. 

7.3 Coupling Make-Up and Thread Protection ~AU casing couplings shall 
be screwed on to the pipe power tight except that they ahali be soewcd 
on handling-tight or shipped separately if so specified in the purchase 
order. A high grade thread compound shall be applied to cover the 
full surfaces of the engaged thread of either the coupling or pipe before 
making up the joint. When pipe is furnished threaded and coupled, 
the field end and the coupling shalt be provided with thread protectors. 
When pipe is furnished threaded, but without couphngs attached, each 
end shall be provided with a thread protector. All exposed threads 
shall be cos ted with a high-grade thread compound. 

Note — Th© pilrpop© of m&klng-up couplings handling-hght iq to fflcilitate 
removal of tae ooupIiDga fof cleaning and mspectiriR thraails ami applying freah 
thread ooiJipound before usini: the pipe. Tins prgcedure hfis been fountl td icaiilt 
jn leas chance lor thread l*3akage, becaiiae mill applied njuphng.s made-iip power 
tight, although leak-proof at the time of tnake-iip, i^ifty nnt rIwrvs remain 
BO after transportation, handling and n'e 

7.4 Coatings — Unless otherwise agreed, pipe shall be given a mill 
coating to protect il from lusting in transit. 

Note — If bare pipe or specially conted pipe is desired, the purchase order 
should state accord in^'ly. For special coatings, the pun-haae order ahonld state 
further whether the coating la to be applied to the full length ur whether a 
certain specifiui^ distance from the end is to be left unooated. Unlngg ntherwi.ie 
specified, such oare ends are coniraonlj' i»iven a rontii)^ *ith oil lof ]jrot^ction \ti 
transit, 

7.5 All finished pipes shall be visually examined and ^haSl be roabonably 
Straight. Weided pipe shall be free from injuiiou^ deltrcis, such as 
defective welds, pits, listers, sliver*, and laminations. Seamless pipe 
shall be free from injurious seams and defects. Pipe ends ■■hail not Ot 
rounded out by hammering- to secure coafoimity V'lth rhieaditit; 
reqtiiiements. 

7.5.1 When the depth uf delects of either seanilcbi ui welded pipe is 
in excess of 12i peicent ol the tabulated wall thickness, such defects 
shall be considered injurious Welding oi patching ol such delects isi 
not permitted. 

8. JOINTERS 

8,1 If so specified in the purchase order, joiiiter'j ( two pieces coupled 
to form a standard length ) may be furnished to a m.aximuni ol 
5 percent of the order, but no length used in making a jnmter shall 
be less than 1 5 metres. 

U 
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9. PHYSICAL TESTS 
9.1 Tensile Test 

9.1.1 One tensile test shall be made on a length of pipe from each 
lot of 400 lengths or less for each size 139-7 mm and smaller and from 
each lot of 200 lengths or less for each size 168'3 mm and larger, pro- 
vided that, in the case of heat ticatcd pipe all the lengths in each lot 
shall have received the same hcat-trcatment. For multiple length 
seamless pipe, a length shall be considered as all of the sections cut 
from a particular multiple length, 

9.1.2 The yield strength, tensile strength and the percentage 
elongation ofsteei when determined in accordance with IS: 1894-1962* 
with the test pieces given in Fig. 2 shall conform to values given 
in Table 4. 



TABLE 4 TENSILE REQUIREMENTS 

( Clauses 9.1.2 and 10,2 ) 



Qbadb 


Yield Strength 


Tensile 
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Max 
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YSt 28 
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YSl 39 


38-7 




56-2 


52 7 


20 
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YSt 66 


66 2 




77 3 


70-3 


16 


la 



9.1.3 Test Specimens — Tensile test specimens shall be either full- 
section or strip specimens as shown in Fig. 2 at the option of the 
manufacturer. Strip specimens iioin seamless pipe may be taken from 
any location at the option of the m.inuracturer. Strip specimens from 
welded pipe shali be taken appioximately 90" from the weld or, at the 
option of the manufacturer from the skcJp, parallel to the direction of 
rolling and approximately midway between the edge and the centre. 
Tensile test specimens for heat-treated pipe shall receive the same 
treatment as the finished pipe. 

9.1.3.1 Atl strip specimens shall be approximately 38 mm wide 
in the gauge length if suitable curved face testing grips are available; 



*iIethod for tensile testing of atdel tubes. 

12 
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FULL-SECTION SPECIMEN 
REDUCED SECTION, 



39 APPROX 



57-2 MIN 



-♦- — 



GAUGE LENGT 



iT^7= 



50-80 i -25 zi^RMfN 

/ 

STRIP SPECIMEN 



-^tr— 



All dimanaions in milliroetrea. 
Fio. 2 Tensile Test Specimen 

otherwise they shall be approximately 25 mm wide for pipe up to 193-7 
mm and approximately 38 mm wide foi pipes 219 1 mm and larger. 

9 13 2 Test specimens shall represent the lull wall thickness 
of the' pipe from which the specimen was cat and shall be tested 
without'flattening. 

9 14 Retests — ff the tensile test specimen representing a lot of 
pipe's fails to conform to the specified requirements the manulacturer 
may elect t Tiakc reteUs on two additional lengths from the same lot. 
If both of the retcst specimens conform to the requirements all the 
lengths in the lot sha\l be accepted except the length from which the 
initial specimen wa. taken. If one oi both of the rctcst specimens fai 
to conform to the specified requirements, the manufacturer may elect 
to test Hid.vKluMly the remaining lengths in the lot, in which case 
determinations are required only for the particular r^---^;^!! J^^^ 
which the specimens failed to comply m the preceding tests. Speciinens 
for retest shall be taken in the same manner as specified m 9.^.^, f.i.3.1 
and 9.1.3.2. 

914 1 If any tensile specimen ihovvs defective raachinmg or 
developsflaws, it may be discarded and another ^P"""*^" 7^''""'^^' 
When the elongation of any ten.ile .pccuncn -s less than that specified. 
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if any part of the fracture is outside the middle third of the gauge 
length as indicated by the scribe scratches marked on the specimen 
before testing, a retest shall be allowed. 

9.2 Flattening Test 

9.2.1 Flattening tests shall be made for all grades of pipes in accord- 
ance with IS . 2328-1963* unless so specified by the purchaser. Except 
as specified below, test specimens shall be rings or crop ends not less 
than 63"5 mm long cut from each end o[ each length of pipe, except 
that for seamless pipe produced in multiple Jeiigths and subsequently- 
cut into single lengths, flattening tests shall be made on test specimens 
cut from each end of each multiple length. One flattening test shall be 
made on the specitnen from each lot of 20 lengths or less of each size of 
pipes. Such a specimen shall he. taken cither from the finished pipe or 
taken prior to the normdlizing treatment and given the same heat 
treatment as the finished pipe One flattening test is, made on a length 
of pipe from each lot receiving the same heat treatment. Flattening 
tests for pipe which IS to be hcat-ireatetl by quenching, by queviching 
followed by tempering, or by precipitation hjidetung, shall be made 
on one specimen from each lot of 20 lengths or less of each size of 
pipe, such specimens being take-n fioin the heat-treated pipe or taken 
prior to heat treatment and given the same heat treatment as the 
finished pipe. Precaution shall be taken so that the test specimens 
can be dentified with respect to the lengths ot' pipe from v^hich they 
are cut. 

9.2.2 For seamless pipe, the test specimen shall be flattened 
between parallel plates with the specimen held in any position at the 
discretion of the inspector. No ci acks or breaks ?hall occur anywheie 
in the bpecimen until the distance between the plates is less than that 
specified in Table 5. 

9.2.3 For electric welded pipe, the test specimen shall be flattened 
between paiallel plates with the weld at the point of maximum bending 
and at the discretion of the inspector, separate flattening tests shall be 
made also with the weld located 90" from the point of maximum 
bending. Test specimens shall be flattened until the opposite walls of 
the pipe meet. No cracks or breaks shall occur anywhere in the 
specimen until the distance between the plates is less than that 
specified in Tabic 5, nor shall evidence of poor texture, incomplete 
fusion in the weld, laminations, burnt metal or extruded metal develop 
during the entire flattening process. 



•Method for flattening teat on steel tubea 
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TABLE 5 DISTANCE BETWEEN PLATES FOR FLATTENING TESTS 

( Clauses 9 2.2 and 9 2.3 ) 



Qbadb 



YSt 28 
YSt 36 
YSl 6« 



YSt 28 

YSt 3& 
YSt i'.8 



Ratio 


Distance Betwksin 

Plates, 

Max 


16 and over 




OS D 
65D 
0-7 D 


Less than 16 


D 


M)->i3 — 02U6 Olt ) 




r> ; 


O'BS - 11 iiJOtl DIt 1 




D 


( 1-19 -0 0? D/r ) 



where 



D = outaida diamater cf pipe in mm, and 
f = wftU thiokaesB of pipe in mni 



9.2.4 Retests — If cither test specimen representing a single length of 
pipe or a multiple length of seamless pipe fails to tneet the requirements 
apecifiedj the manufacturer may eiect to make additional tests on 
specimens cut from the same end of the same length of pipe until the 
requirements are met, except that the finished pipe shall not be shorter 
than 80 percent of its length after initial cropping. If any test specimen 
from a length of pipe rcpre'ienting a lot fads lu confoitu to the 
requirements specified, the manufacturer may elect to repeat the teits 
on specimens cu' from two additional lengths of pipe from tJie iame lot 
If such specimens conform to the specified requiremtnt?, all the lengths 
in the lot shall be accepted except the length initially selected for the 
test. If any of the retcst specimens fails to pass the specified require- 
ments, the manufacturer may elect to test the specimens cut from the 
individual lengths remaining m the lot Specimen'; for ictc:>t.s sliall be 
taken in the same manner as specified m 9.2,1 At the option of the 
manuf.icturer ar,y lot of heat-treated pipe may be re-heat-treated and 
retcsted 

9.3 Hydrostatic Tests 

9.3.1 Eacti length of pipe shall withstand, without leakage, a laioi- 
muiii hydrostatic pressure aj specified m 9.3.2. Tcit pressures shall be 
held for not less than 5 seconds Welded castings shall be struck while 
under piessure with a 1-kg hammer or its equivalent near the weld 
at both ends of the pipe. After the above test, the hydrostatic pressure 
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applied to electric welded ca^ng shall be reduced to not less than one- 
half and maintained for a sufficient period to permit thorough inspec- 
tion of the weld for leaks or sweats. For threaded casings furnished 
with couplings tnadc up power tight, the coupling and mill joint shall 
be tested as specified above, except 5080 mm pipe which may be 
tested in the plain end condition. For threaded pipes furnished with 
couplings made up handling tjght, the hydrostatic pressure test shall 
be made on the pipe in the plain end, threaded or threaded and coupled 
condition as agreed to between the purchaser and the manufacturer and 
as specified on the purchase order. If the test is conducted with the 
coupling made up handling tight, minor leakage at the joint shall 
be disregarded. 

9.3.2 The test pressures shall be as specified in Tables 1 and 2 or 
a higher pressure as agreed upon between the purchaser and the 
manufacturer. 

Nora — Th» hydrostatic test praagares ipi^cifioj in the table are nnjl inspec- 
tion teat pressure? They ate not intended to bo used as a. baaia for design and 
they Jo not necessarily have any direct relationship to the working pressures. 

The hydrostatic test pressures "ipecified herein are based on the 
following formulse: 

a) For grades YSt 28 and YSt 39 casings: 

P { kgf/cm* ) = — ~ — -, or 211 kgf/cm* whichever la smaller; and 

b) For grade YSt 56 casing: 

200 St 

P (kgf/cm*) = _ — , or 703 kgf/cm' whichever is srnaller; 



where 



P = hydrostatic test pressure jn kgf/cno*, 
S = fibre stress as given in Table 6, 
t ~ tabulated wall thickness ( mm ), and 
D = tabulated outside diameter ( mm ). 



9.4 Drift Test 

9.4.1 Each length of casing shall be tested throughout its entire icngtii 
with a cyhndrica! drift mandrel confoiming to the requirements listed 
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TABLE 6 FIBRE STRESS 

( Clause 9.3.2 J 

GuiDB Standahd Tbst Pseisubes ai.tekkativh TK3t 

f » 1 PHK^STTHr!, AT-T. SiZES 

Sixea mi 5 mm Size." ^73 D mm 
and Smaller and Larger 

kgf/mm* kgffinm' ksf'uin' 

Y8t 28 22-J* 16 9+ 22'.">'' 

YSt 3« :W9* 33 2t :+i»^* 

YSt 56 45-0* 4."0* — 

•Baseil on Sll porcant of fciie apecified luiQimLkExi yiald Htujii^ths. 
tBa^ed on t^O percent uC CliB spetjitigil 'nininiam vinlrt ^it-tivtIh 



below. The diifi tnandrc! stiall pa^" fiet-ly thm'igli tlie pipe with 
a raiiiiiinirii (jlfxcried forte 

Outside^ Diumeier Dnfi \Jutidrel Size 

mm , * — ^ 

Lciigili Diametei, 
Min 

mill mm 

219-) and bmaller 152-4 3 18 

244 5 to 339 7, including 304-8 3-97 

406 4 and lartrer 304 8 4 76 

10. COLTPLING 

10.1 Unless otherwise specified, couplings shall be ot the san-e giade as 
the pipe rxcrpt Crade VSt 28 pipe m which case t-oupimji^s oi'Girtdc 
YSt 39 may bf used. 

10.2 Physical Properties — Gouphngs for Grades VSt 39 and YSt 56 
shall confofcri to the tensile requii etiients specihed u\ Table 4, A 
tensile t('5i shall be made on e.n h heat ofitcel fi om which couplings, 
are produced and the coupling inanufbciurer shall maintain a record 
ofbuch teit-s, This lecoid shall be open to inipectiori bf the purchaser 

10.3 Dimensions and lolerances^ Couplings shall conform to the 
dimensiuiis dnd tolerances shown in Table 7 The inside and outside 
edges of the beariut; face shall bt^ rounded oi htoken but shall not 
materially reduce dimcusjon b so that enough thickness la left to safely 
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support the pipe on the elevator. The ends of the couplings shall be 
faced true at right angles to the axis 



TABLE 7 ROUND-THREAD CASING COUPLING DIMENSIONS AND 

TOLERANCES 

( Clauses 10.3 and 10.6.1, and Fif. 1 ) 
All Dimensions in luiWimetres, 



Sim 


OC-"BID« 
DiAIlBTBB, 


Lbnoth 


DlAMBTBBOF 

Eeobbs, 

Q 


Width of 

BBA.BINO 

Face 
b 




ShoTt 
NL 


Long 
NL 


0) 


(2) 


(3) 


C4) 


(5) 


(61 


lOIU 












114-3 


127-0 


158-8 


177-8 


1167 


4 


127-0 


141-3 


165-1 


196-8 


1*29 4 


4-8 


139-7 


163-7 


171 4 


203-2 


142 1 


3-2 


168-3 


187-7 


184-2 


222'** 


170 7 


64 


177-8 


104-5 


1S4 2 


228-6 


!80 2 


4-8 


193-7 


215-9 


190-5 


235-0 


196 1 


6-4 


219-1 


244-5 


196-8 


254-0 


221 5 


7 t 


2M-6 


269-9 


1% 8 


pee 7 


246-9 


7 1 


273-0 


298-4 


203 2 


-- 


27,V4 


7-1 


298-4 


323-8 


203-2 


— 


300-8 


7 1 


339-7 


365-1 


203-2 


— 


342 1 


7 9 


406-4 


431-a 


■ii!8-6 


— 


403 S 


7 9 


608-0 


633-4 


228-6 


292 1 


010-4 


7 9 



Not* — Tolerance on outride diainoter W la ±1 pendent, but not greatei 
than ±3 18 ram. 



10.4 Threading — Coupling threads shall conform to the requirements 
ofIS:3333 (Part II )- 1 967* 

10.5 Surface Inspection 

10.5.1 Finished couplings shall be free of all visible seams or 
cracks. 



*DiiueaBian« for petToteucu mdastry pipe threada; Part H Caaing round thread) 
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10.5.2 Finished roupUngs with pits, round hrttom gouges and similar 
imperrectioiTi arc not the causiC for rejection unless the depth of the 
imperfection exceeds that shown below 

Coupling for Pipe Sizes Permnxibie Depth of 

OjD m mm Imperfeinon, mm 

1397 and smaller 9 

168-3, 177-S and 193-7 1|4 

21'>'1 and larger 1 -j 

10.5.3 Finished couplings with grip maiki, iharp buu-.m tfnutfcs and 
similar imperfections are not the cause for i ejection unless the depth of 
imperfection exceeds th^t shown below: 

Coupling for Pipe Sizes Perrtitisibie Depih of 

OjD in mm Imperfection, mm 

139'7 and smaller 0-75 

168-3 -ind larger TOO 

10.5.4 Cnupjings shall be free of impcrfctioti? on the inside which 
break the continimy of the tliread. 

10.6 Measurement of Ifriperfections — The deptb of imperrpctions shall 
be measured from the riotmal iuiface u, tmitiuir uf tiie rouphng 
extended over the impcrfcLlion. TJie outiidc djuincter of tiie coupling 
shall he measured from the n -rnia" sutface or contour of the couphrg 
arid not from the base of a^i acceptable pit. 

10.6.1 Repair and Rcmo^ai of Imperfections — Repair welding of 
imperfections is not permitted. All scams or clacks may he removed 
and all other imperfections may be removed or reduced to an.cptable 
limits, by niachmint; oi gnndmg on the outer surta^e, provided the 
outside dianicter of the finished coupling aftir rn,irhininc; or g'mding is 
within the tulcLauce spc. ificd m Table 7. The ri-achmmg or g: Tiding 
should be appio.-iimately rounded to the outer contoiu ul the < ouplmg. 

11. THREAD PJtOTECTORS 

11. 1 Design — The mamifacturer shall applv external and internal 
thread protectors of such design, material and mechanicai Strength to 
protect the thread end of the pipe fi om damage under normal handling 
and transporation. External thread protectors shall co\<-t the full 
length of the thread on the pipe and inteiiiai thread protectors shall 
cover the equivalent total pipe-thread length of the internal thiead. 
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Thread protectors shall exclude water and dirt from the thread during 
transportation and normal storage period. Normal storage period shall 
be considered as approximately one year. The thread forms in protec- 
tors shall be such that the product threads are not damaged by the 
protectors. 

11.2 Material — Protector material shall contain no compounds 
capable of causing corrosion on promoting adherence of the protectors 
to the threads and shafi be suitable for service temperatures of —46° to 

12. MARKING 

12.1 The pipes shall be marked with the following particulars: 

a) Manufacturer's name or trade-mark. 

b) Size. 

c) Weight per metre. 

d) Grade. 

e) Process of Manufacture — The symbol 5 may be used to denote 
seamless pipes and E to denote electric welded pipes. 

f) Type of Steel — The following symbols may be used 

Electric furnace steel E 

Open hearth steel /? 

Basic oxygen steel BO 

Suitable symbols may be used for steels made by other approved 
processes. 

g) Length — The total length of the pipe in metres and centimetres 
shall be paint stencilled on the finished pipe, 

h) Test Pressure — When the specified hydrostatic tcit pressure js 
higher than the tabulated pressure {see Tables I and 2 ) the test 
pressure in kgf/cm'' pieceded by the word TESTED shall be paint 
stencilled. 

j) Total Weight — For sizes 114'3 mm and larger, the total weight 
in kg shall be paint stencilled. 

12.1.1 The pipes may also be marked with the Standard Mark 
Mark. 

NOTE — The use of the Standard Mark is governed by the provisions of the 
Bureau of Indian Standards Act. 19S6 and the Rules and Regulations made there- 
under The Standard Mark on products covered by an Indian Standard conveys 
(he assurance that they have been produced lo comply ivith the requiremeris of that 
standard under a weil defined system of inspection, testing and quality control 
which IS devised and supervised by BIS and operated by the producer. Standard 
marked oroducts are also conUnuously checked by BIS for conformily to that 
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standard as a further safeguarcl. Defa'K of ciMKH^hms under lihtch a licence for 
the use of the Standanl Warfc may Ce granted fo njanntdcturers or pi odjcers may 
be obtained from the Bureau of (ndian Standards. 

12.1.2 These markings shall be d:e stamped o; paint itcncUlrd, or 
both unless otherwise airreed to between thi" piitchasKi .ind the manu- 
facturer. The markings bhall not overlap and shall be applied in ^uch a 
manner as not to injure the pipe. For sizes under 239 7 mrn the 
particulars shall be die-stamped unless ot.herv\is,e a^i^ed upon between 
the purchaser and the manufacturer. For sizes 4064 mm and larger the 
particulars shall be paint stencilled. 

12.2 Die-Stamped Markings — Die-stamped mat kmiis sitail be placed on 
each length of pipe within 300 mm from the end. No marking ';hall 
appear within 200 mm from either end. Die-slarnped markmgs ^haJl be 
placed on the outside surface or if so agreed upon bctwren the pui- 
chaser and the manufacturer, on the inside suifare with Itiration and 
sequence at the option of the manufacturer. Die stamping shall be 
done with stamps having a blunt or rounded ed^e to minimize the 
possibility of stress concentration. For sizes 406'4 mm and larger, die- 
stamped markings are not required. The siae of dle-staniped markings 
shall be 6'35 mm The sequence of die-stamped marking shall be as 
follows: 

a) Manufacturer's name or trade-mark, 

b) Weight per metre, 

c) Grade of pipe, 

d) Process of manufacture, and 

e) Type of steel, 

12.3 Paiat-Steocilled Markings — Paint-";tencilled maikmgs shajl be 
placed on the outside surface of each length of pipe, or if so agreed 
upon between the manufacturer and the purchasei on the inside surface 
with location and sequence of the mai kings at the option of the manufac- 
turer If placed on the outside surface, the markmgs, except the length 
marking, shall start approximately 300 mm from the end of the pipe 
and the individual markings shall be separated by dashed oi adequate 
spaces. The sequence of marking shall be as shown below. The 
length of marking shall be applied at a location convenient to the 
manufacturer, but starting within 600 mm of the end of the pipe 

a) Size, 

b) Weight per metre, 

c) Grade of pipe, 

d) Process of manufacture, 
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e) Type of steel, and 

f) Hydroslaiic test pressure. 

12.4 Markings for couplings and method of application shall be as 
follows: 

The manufacturer's name or trade-mark and the symbol for the 
^rade shall be die. stamped unlebs otherwise agreed upon between 
the pjrcha«er and the manufacturer in which case they shall be paint 
stencilled. 

12.5 Colour Identification ^ In addition to the required markings as 
specitied above, each length of casing pipe shall be identified by colour 
identiBcation in the form of paint band or bands as indicated below 
encircling the pipe at a distance not greater ihan 06 m from the 
coapling or box or completely covering the coupling or box or both. 
The colours shall be as follows: 

Grade YSt 29 No colour marking or black at the manufactuier's 
option. 

Grade YSt 39 Two bright green bands. 

Grade YSt 56 One red band. 
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BUREAU OF INDIAN STANDARDS 

Headduarters : 

Manak Bhavan, 9 B-ihadur Shah Zafar Marg, NEW DELHI 110002 
Telephones : 3 31 01 31, 3 31 13 75 Telegrams . Manaksanstha 

( Common to all Offices ) 
RegionaJ Offices . Telephone 

•Western ; Manakalaya, E9 MIDC, Marol, Andheri ( East ), 6 32 92 95 

BOMBAY 400093 
tEasterr; : 1/14 C. I. T. Scheme VII M, V. I P Road. 36 24 99 

Maniktola, CALCUTTA 700054 

Noflhern : SCO 445-446, Sector 35-C /2 18 43 

CHANDIGARH 160036 \3 16 41 

Southern : C. i. T. Campus, MADRAS 6001 13 f41 24 42 

\ 41 25 19 
t^ [41 29 16 

Branch OMftj^s . 

Pushpak,' Nurmohamed Shaikh Marg. Khanpur, * ("2 63 43 

* AHMADABAD 380001 \2 63 49 

'F' Blo^.- Unity^Bldg, Narasimhara|3 Square, 22 48 05 

B^Oi^V^^E 560002 
Gangotri Complex, 5th Floor, Bhadtihada Road, T. T. Nagar, 6 27 16 

BHOPAL 462003 
Plot No. 82/83, Lewis Road, BHUBANESHWAR 751002 5 36 27 

53/5 Ward No. 29, R. G. Barua Road, 

5th Byelane- GUVVAHATl 781003 
5-8-56C L N. Gupta Marg, (Nampalfy Station Road), 22 10 S3 

HYDERABAD 500001 
RU Yudhister Marg, C Scheme, JAIPUR 302005 /6 34 71 

\6 98 32 
117/41 88 Sarvodaya Nagar, KANPUR 208005 r21 68 76 

\21 82 9Z 
Pathputra Industrial Estate, PATNA 800013 6 23 05 

Hantex Bldg ( 2nd Floor ), RIy Station Road, 52 27 

TRIVANDRUM 695001 

Inspect/on Office ( With Sale Point ) : 

institution of Engineers ( India) Building, 1332Shivaji Nagar, 5 24 35 
PUNE 410005 



■Sales Office in BomtMy la at Novelty Chtmbei*. Grant Road. 8S 65 2a 

Bo mbay 400007 

tSatat Office in Calcutta Is at S Chowringhae Appioach. P. 0. Pr'inccp 27 68 00 
Srre«l, CaJcutt« 700072 
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